












Table B-2

CR #1 OX PSD Analysis

PTE

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

FIRE RATE 

(HP)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

PERMITTED 

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

VOC 0.002514 lb/hp-hr AP-42 3.3 (10/96) 0.842 100 0.04

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

RATE 

(lb/hr)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

PERMITTED 

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

234 VOC 98.0 % Removal 4.7 8,760 20.5

1758 CO 95.0 % Removal 87.9 8,760 385.0

9520.6 CO2e 0 % Removal BP calc/USEPA EF 9,520.6 8,760 41,700

9.6 VOC 9.6 8,760 42.0

4.1 CO 4.1 8,760 18.0

283.0 CO2e BP calc/USEPA EF 283.0 8,760 1240

CRU Extraction Drum BD-625 VOC

CRU Surge Drum BD-631 VOC

CRU Waste Slurry Drum BD-632 VOC

PM 98 % Removal 1.50 8,760 6.6

PM10 98 % Removal 1.50 8,760 6.6

PM2.5 98 % Removal 1.50 8,760 6.6

CRU Evaporator Overhd 

Condenser
BE-645 CRU removed VOC CRU being removed

VOC

CO

CO2e

Process Fugitives VOC USEPA LDAR EF 21.5 8,760 94.4

2010 Actuals

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

FIRE RATE 

(HP)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

ACTUAL

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

NOx 0.031 lb/hp-hr AP-42 3.3 (10/96) 10.385 33 0.2

VOC 0.00251 lb/hp-hr AP-42 3.3 (10/96) 0.842 33 0.01

CO 0.00668 lb/hp-hr AP-42 3.3 (10/96) 2.238 33 0.04

SO2 0.00205 lb/hp-hr AP-42 3.3 (10/96) 0.687 33 0.01

PM 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 33 0.01

PM10 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 33 0.01

PM2.5 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 33 0.01

CO2e 163.6 lb/MMBtu USEPA Data 137.634 33 2.3

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

RATE 

(lb/hr)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

ACTUAL 

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

VOC 3 8,291 13.5

CO 77 8,291 319.8

CO2e BP calcs/EPA EF 9504 8,291 39,398.4

VOC 5 8,291 22.0

CO 1 8,291 3.9

CO2e BP calcs/EPA EF 110 8,291 457.2

CRU Extraction Drum BD-625 VOC Emission Inventory 1.0 8,291 4.1

CRU Surge Drum BD-631 VOC Emission Inventory 4.0 8,291 16.6

CRU Waste Slurry Drum BD-632 VOC Emission Inventory 0.003 8,291 0.01

PM 98 % Removal 0.84 8,291 3.5

PM10 98 % Removal 0.84 8,291 3.5

PM2.5 98 % Removal 0.84 8,291 3.5

CRU Evaporator Overhd 

Condenser
BE-645 VOC Emission Inventory 0.3 8,291 1.2

VOC 20.6 62 0.6

CO 76.5 62 2.4

CO2e BP calcs/EPA EF 534.1 62 16.6

Process Fugitives VOC USEPA LDAR EF 19.8 8,291 82.1

CRU removed CRU is being removed

Emergency Generator #2 BM-1201 335 Diesel Fuel Sulfur = 0.05%,   

HPVGTS HPVGTS-1
BP Calcs/BACT Limit

Maximum rate based on BP 

design calculations & 

Requested BACT Limit

Low Pressure Absorber BT-603

BP Calcs/BACT 

Limit

Maximum rate based on BP 

design calculations & 

Requested BACT Limits

Emergency Generator #2 BM-1201 335

HPVGTS HPVGTS-1
Emission Inventory

Silo Scrubber BT-501 75

Average of data from 

2/03 & 11/02 source 

tests

DHT Ovhd Scrubber BT-702
Vent 

Removed

DHT Ovhd Scrubber BT-702
Emission Inventory

Based on hours vent open

Low Pressure Absorber BT-603
Emission Inventory

Silo Scrubber BT-501
Average of data from 

12/14/04 source test

Maximum rate based on 

hourly emissions and % 

removal

Vent Removed

Diesel Fuel Sulfur = 0.05%
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Table B-2

CR #1 OX PSD Analysis

2011 Actuals

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

FIRE RATE 

(HP)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

ACTUAL

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

NOx 0.031 lb/hp-hr AP-42 3.3 (10/96) 10.385 44 0.2

VOC 0.00251 lb/hp-hr AP-42 3.3 (10/96) 0.842 44 0.02

CO 0.00668 lb/hp-hr AP-42 3.3 (10/96) 2.238 44 0.05

SO2 0.00205 lb/hp-hr AP-42 3.3 (10/96) 0.687 44 0.02

PM 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 44 0.02

PM10 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 44 0.02

PM2.5 0.0022 lb/hp-hr AP-42 3.3 (10/96) 0.737 44 0.02

CO2e 163.6 lb/MMBtu USEPA Data 137.634 44 3.0

EMISSION 

EQUIPMENT 

DESCRIPTION

EQUIPMENT 

ID 

NUMBER

MAXIMUM 

RATE 

(lb/hr)

POLLUTANT

EMITTED

POLLUTANT 

EMISSION 

FACTOR

UNITS

EMISSION 

FACTOR 

REFERENCE

HOURLY 

EMISSIONS 

(lb/hr)

ACTUAL

OPERATING 

(hpy)

ANNUAL 

EMISSIONS 

(tpy)

COMMENTS

VOC 3 7,608 10.3

CO 58 7,608 219.9

CO2e BP calcs/EPA EF 9800 7,608 37,278.5

VOC 1 7,608 3.0

CO 1 7,608 2.7

CO2e BP calcs/EPA EF 117 7,608 446.5

CRU Extraction Drum BD-625 VOC Emission Inventory 1.0 7,608 3.8

CRU Surge Drum BD-631 VOC Emission Inventory 4.0 7,608 15.2

CRU Waste Slurry Drum BD-632 VOC Emission Inventory 0.003 7,608 0.01

PM 98 % Removal 0.84 7,608 3.2

PM10 98 % Removal 0.84 7,608 3.2

PM2.5 98 % Removal 0.84 7,608 3.2

CRU Evaporator Overhd 

Condenser
BE-645 VOC Emission Inventory 0.3 7,608 1.1

VOC 14.5 59 0.4

CO 54.7 59 1.6

CO2e BP calcs/EPA EF 379.5 59 11.2

Process Fugitives VOC USEPA LDAR EF 19.8 7,608 75.4

POLLUTANT
PROCESS

SOURCES

COMBUSTION 

SOURCES

FUGITIVE 

SOURCES
TOTALS POLLUTANT

PROCESS

SOURCES

COMBUSTION 

SOURCES

FUGITIVE 

SOURCES
TOTALS

NOx 0 0.5 N/A 0.5 NOx 0 0.2 N/A 0.2

VOC 62.5 0.04 94.4 157.0 VOC 46.0 0.02 78.7 124.7

CO 403.0 0.1 N/A 403.1 CO 275.1 0.04 N/A 275.1

SO2 0 0.03 N/A 0.03 SO2 0 0.01 N/A 0.01

PM 6.6 0.04 N/A 6.6 PM 3.3 0.01 N/A 3.3

PM10 6.6 0.04 N/A 6.6 PM10 3.3 0.01 N/A 3.3

PM2.5 6.6 0.04 N/A 6.6 PM2.5 3.3 0.01 N/A 3.4

CO2e 42,939.8 6.9 N/A 42,946.7 CO2e 38,804.2 2.6 N/A 38,806.8

POLLUTANT THRESHOLD

NOx 40

VOC 40

CO 100

SO2 40

PM 25

PM10 15

PM2.5 10

CO2e 75,000

Emergency Generator #2 BM-1201 335 Diesel Fuel Sulfur = 0.05%

DHT Ovhd Scrubber BT-702
Emission Inventory

HPVGTS HPVGTS-1
Emission Inventory

Low Pressure Absorber BT-603
Emission Inventory

Silo Scrubber BT-501
Average of data from 

12/14/04 source test

4,139.9

TOTAL EMISSIONS - #1 OX PTE (tpy) TOTAL EMISSIONS - #1 OX BASELINE ACTUAL (tpy)

DELTA (PTE - ACTUAL)

0.3

32.2

0.02

3.3

3.3

3.3

128.0

Based on hours vent open
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Table B-2

CR #1 OX PSD Analysis

HP Rating AP-42 EF
Permitted 

Hours

Emergency Generator #2 335 0.00251 HP x EF 0.842 100 Hourly x hours/2000 0.04

Max rate % Removal

HPVGTS 234 98.0 max rate x (100-% Removal)/100 4.7 8760 Hourly x hours/2000 20.5

Low Pressure Absorber 9.6 0 9.6 8760 Hourly x hours/2001 42.0

Fugitives  ----  ---- Annual * 2000/ Hours 21.5 8760 Fugitives Sheet AB47+48 94.4

Total PTE VOC 157.0

HP Rating AP-42 EF Actual Hours

Emergency Generator #2 335 0.00251 HP x EF 0.842 33 Hourly x hours/2000 0.01

HPVGTS  ----  ---- Emission Inventory lbs/hours 3 8291 Hourly x hours/2000 13.5

Low Pressure Absorber  ----  ---- Emission Inventory 5 8291 Hourly x hours/2000 22.0

Fugitives (Fugitives Sheet AB33+34)*2000/hours 19.8 8291 Hourly x hours/2000 82.1

Total 2010 Actual VOC 117.5

Fugitive Sheet above is Table B-7

Hourly Emissions Annual Emissions

Hourly Emissions Annual Emissions
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1.1 Best Available Control Technology Analysis for Volatile Organic Compound 
Emissions from #2 Ox Unit HPVGTS Fired Heater 

The fired heater in the #2 OX Unit HPVGTS preheats the feed to the HPVGTS reactor thru 

indirect heat exchange.  The emissions from the combustion of the natural gas fuel is exhausted 

out the heater stack.  The heater is a nominal 15 MM Btu/hr heater with a single burner that in 

its actual operation averages less than 3 MM Btu/hr for the year. This fired heater is subject to 40 

CFR 60 Subpart DDDDD and will be required to meet the tune-up requirements of the 

regulation. 

1.1.1 Identification of Control Technologies 

The RBLC database was queried for emission sources and control devices of VOC that are used 

in the process type 13.31 (Natural Gas Fired Boilers/Furnaces < 100 MM Btu/hr).  The results of 

the RBLC search are shown in Appendix C.  The search returned sixty five facilities and ninety 

three processes for BACT in this industrial category.  The following control devices were 

identified from the search: 

— Good Combustion 

— Flue Gas 

Recirculation (FGR) 

— Natural Gas Fuel 

— Tune-ups  

In the RBLC, most of the BACT were either no controls or good combustion/natural gas fuel.  

The heater currently utilizes natural gas as the only permitted fuel and good combustion 

practices.  This fired heater is subject to 40 CFR 60 Subpart DDDDD and will be required to 

meet the tunes-up requirements of the regulation. 

Other resources of control technology were reviewed, such as EPA Air Pollution Control 

Technology Fact Sheets; EPA Air Pollution Control Cost Manual Sixth Edition, EPA/452/B-02-001, 

January 2002; and applicable NSPS and NESHAPs standards.  The review indicated that control 

equipment is typically not employed to reduce VOC emissions.   

1.1.2 Elimination of Infeasible Control Options 

The four identified control options were evaluated qualitatively to determine if these 

options are technically feasible.  The following control technologies were determined to 

be technically feasible for control of CO: 

— Good Combustion 

— Tune-ups 

— Natural Gas Fuel 

 

Comment: This is not following the 

BACT process.  Some steps are left 

out. BP will need to closely follow the 

BACT 5 step process, and include all 

details of each process.  If a step is not 

needed then a explanation should be 

given why it’s not. 

Comment: Need to include the 

details of the evaluation. 
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The FRG is not a feasible option since the existing heater is not compatible with a FGR 

system and would need to build a new heater to accommodate FGR.  Since the only 

remaining BACT control options are already utilized for the heater there is no need to do 

any further analysis of the BACT options. 

Also the very low VOC emissions rate of 0.08 lb/hr (0.35 tpy at maximum firing rate for 

8760 hours) would require an annualized operating cost for any new control option to be 

less than about $2,000 to have an ACE of less than $6,000.  A comparison to recent South 

Carolina PSD permit application for AGY-Aiken, LLC shows that ACE values in the 

range of $5,760 to $9,031 were deemed not cost effective for control of VOC.  

1.1.3 Evaluation of Most Effective Control Technologies and Selection of Best Available 

Control Technology 

The BACT analysis is a three-part investigation that includes economic, energy, and 

environmental impacts.  Each of the remaining options was reviewed with respect to the 

impacts to determine if they meet BACT requirements. 

Energy Analysis 

An energy impact analysis is used to identify if the technically feasible control 

options result in any significant or unusual energy penalties or benefits.  The 

feasible control options have been evaluated and it has been determined that 

they have no unusual energy.  An analysis of energy benefits was also 

considered; the tune-up and good combustion options result in an energy 

benefit for the BP facility due to improved efficiency. 

4.8.2.3 Environmental Analysis 

A review of the control options with respect to the environment was conducted 

to determine if any of the options created any adverse environmental impacts.    

The proposed technically feasible options would have some environmental 

benefit due to a reduction in energy usage. 

4.8.1 Selection of Best Available Control Technology 

Based on the energy, environmental, and economic impacts associated with the 

technically feasible control options, BP has concluded that the present control options 

Comment: Provide all the details on 

why existing heater is not compatible. 

Comment: This is not in the right 

section. 

Comment: There is no ranking of 

control options 

Comment: No discussion of 

economic impact. Include detailed 

discussion of economic impact unless 

BP is selecting the top ranked control 

option(s). 
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utilized for the heater are BACT and no further controls are justified.  BP proposes a 

BACT limit for VOC emissions from the #2 OX HPVGTS Fired Heater of 0. 0055 lb/MM 

Btu based on a 3 hour averaging time.  This limit would be monitored by a maintaining 

good combustion control and performing a tune-up in accordance with the requirements 

of 40 CFR 63 Subpart DDDDD. 

1.2 Best Available Control Technology Analysis for Carbon Monoxide Emissions 
from #2 Ox Unit HPVGTS Fired Heater 

The fired heater in the #2 OX Unit HPVGTS preheats the feed to the HPVGTS reactor thru 

indirect heat exchange.  The emissions from the combustion of the natural gas fuel is exhausted 

out the heater stack.  The heater is a nominal 15 MM Btu/hr heater with a single burner that in 

its actual operation averages less than 3 MM Btu/hr for the year. This fired heater is subject to 40 

CFR 60 Subpart DDDDD and will be required to meet the tunes-up requirements of the 

regulation. 

1.2.1 Identification of Control Technologies 

The RBLC database was queried for emission sources and control devices of CO that are used in 

the process type 13.31 (Natural Gas Fired Boilers/Furnaces < 100 MM Btu/hr).  The results of the 

RBLC search are shown in Appendix C.  The search returned fifty nine facilities and ninety two 

processes for BACT in this industrial category.  The following control devices were identified 

from the search: 

— Good Combustion 

— Flue Gas 

Recirculation (FGR) 

— Natural Gas Fuel 

— Tune-ups  

In the RBLC, most of the processes BACT were either no controls or good 

combustion/natural gas fuel.  The heater currently utilizes natural gas as the only 

permitted fuel and good combustion practices.  This fired heater is subject to 40 CFR 60 

Subpart DDDDD and will be required to meet the tunes-up requirements of the 

regulation. 

Other resources of control technology were reviewed, such as EPA Air Pollution Control 

Technology Fact Sheets; EPA Air Pollution Control Cost Manual Sixth Edition, 

EPA/452/B-02-001, January 2002; and applicable NSPS and NESHAPs standards.  The 

review indicated that control equipment is typically not employed to reduce CO 

emissions.   
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1.2.2 Elimination of Infeasible Control Options 

The four identified control options were evaluated qualitatively to determine if these 

options are technically feasible.  The following control technologies were determined to 

be technically feasible for control of CO: 

— Good Combustion 

— Tune-ups 

— Natural Gas Fuel 

 

  

The FRG is not a feasible option since the existing heater is not compatible with a FGR 

system and would need to build a new heater to accommodate FGR.  Since the only 

remaining control options are already utilized for the heater there is no need to do any 

further analysis of the BACT options. 

Also the low CO emissions rate of 1.24 lb/hr (5.4 tpy at maximum firing rate for 8760 

hours) would require an annualized operating cost for any new control option to be less 

than about $32,000 to have an ACE of less than $6,000.  The ACE values are compared to 

Georgia PSD applications for Johns Manville-Winder and Houston American Cement 

which indicated that ACE values of $5,800-9,696 were not cost effective for CO control..  

1.2.3 Evaluation of Most Effective Control Technologies and Selection of Best Available 

Control Technology 

The BACT analysis is a three-part investigation that includes economic, energy, and 

environmental impacts.  Each of the remaining options was reviewed with respect to the 

impacts to determine if they meet BACT requirements. 

Energy Analysis 

An energy impact analysis is used to identify if the technically feasible control 

options result in any significant or unusual energy penalties or benefits.  The 

feasible control options have been evaluated and it has been determined that 

they have no unusual energy.  An analysis of energy benefits was also 

considered; the tune-up and good combustion options result in an energy 

benefit for the BP facility due to improved efficiency. 

4.8.2.3 Environmental Analysis 

A review of the control options with respect to the environment was conducted 

to determine if any of the options created any adverse environmental impacts.    
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The proposed technically feasible options would have some environmental 

benefit due to a reduction in energy usage. 

4.8.2 Selection of Best Available Control Technology 

Based on the energy, environmental, and economic impacts associated with the 

technically feasible control options, BP has concluded that the present control options 

utilized for the heater are BACT and no further controls are justified.  BP proposes a 

BACT limit for CO emissions from the #2 OX HPVGTS Fired Heater of 0.084 lb/MM Btu 

based on a three hour averaging time.  This limit would be monitored by a maintaining 

good combustion control and performing a tune-up in accordance with the requirements 

of 40 CFR 63 Subpart DDDDD. 
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(NESHAPs) from the SOCMI” 

� 40 CFR 63, Subpart G “NESHAPs From the SOCMI Process Vents, Storage Vessels, 

Transfer Operations, and Wastewater” 

� 40 CFR 63, Subpart H “NESHAPs for Equipment Leaks” 

� 40 CFR 63, Subpart ZZZZ “National Emission Standards for Hazardous Air Pollutants 

(NESHAPs) for Stationary Reciprocating Internal Combustion Engines (RICE)” 

� 40 CFR 63, Subpart DDDDD “NESHAPs for Industrial, Commercial, and Institutional 

Boilers and Process Heaters” 

� 40 CFR Part 64 “Compliance Assurance Monitoring (CAM)” 

 

III. Detailed Process Description (Prior to Modification) 

 

BPCR is a chemical manufacturing facility located in Wando, South Carolina that produces purified 

terephthalic acid (PTA).  PTA is a white, inert powder used to make polyester fibers, bottles, and 

films.  The major raw materials in the production of PTA are Paraxylene (Px), acetic acid, caustic 

soda, and hydrogen.  Plant operation consists mainly of: 1) utilities 2) production of crude TA, 3) 

purification into PTA, 4) product loading/shipping, and 5) waste treatment along with some 

additional areas at the plant.  There are two units that manufacture PTA:  Cooper River #1 (CR#1), 

which consists of the #1 Oxidation (OX) Unit and the #1 PTA Unit; and Cooper River #2 (CR#2), 

which consists of the #2 Oxidation (OX) Unit and the #2 PTA Unit.  The #1 and #2 OX Units 

produce crude TA and the #1 and #2 PTA Units purify the crude TA, to make PTA. 

 

#1 & #2 Oxidation Units 

In each Oxidation (OX) unit, a BPCR proprietary process is used for the catalytic liquid phase air 

oxidation of paraxylene (PX) to produce crude terephthalic acid (TA).  Acetic acid (HAC), PX, and 

catalyst solution are mixed in a feed mix drum.  The feed mix from the drum, PX by direct injection, 

and air from the process air compressor are continuously fed to the reactors.  Exothermic heat from 

the reaction is removed by flashing off and thenby condensing the boiling reaction solvent.  A 

portion of this condensate is withdrawn to control the water concentration in the reactor and the 

remainder is refluxed back to the reactor. 

 

Reactor effluent is depressurized and cooled to filtering conditions in a series of crystallizers.  Air is 

fed to the first crystallizer for additional reaction.  The crystallizer temperatures are controlled by 

allowing a portion of the reaction solvent to flash off.  The crystallizer vent streams are sent to the 

dehydration tower (DHT) or the high pressure absorber (HPA) for recovery of valuable materials.  

The DHT also removes water formed in the reaction.  The DHT is an azeotropic distillation system 

with the vent streams from the system being sent thru two stage scrubbing to recover PX and HAC 

before being vented to the atmosphere at the LPA.  The excess reaction water removed by the DHT 

system is sent to wastewater treatment.    The crystallizer precipitate, TA, is recovered by filtration 

and finally dried.  The dried TA solids are conveyed to the OX intermediate storage silos (TA silos) 

and stored for additional processing in the PTA unit. 

 

The off-gas from the OX reactors is sent combined with the DHT overhead gases that have been 

compressed in the low pressure vent gas treatment (LPVGT) equipment.  The combined gases pass 

through a recovery device, the HPA, before being sent to a control device, the high pressure vent gas 

treatment system (HPVGTS) in which CO, VOC, and HAP are nearly totally destroyed and emitted 



16 

to the atmosphere.  The HPVGTS reactor contains catalyst bricks that are routinely changed out 

based on their activity and mechanical condition.  Further processing in the OX unit is required to 

recover and purify HAC from the reactor outlet, crystallizer solvent withdrawal streams, and also 

from the un-recycled mother liquor stream.  OX byproducts are separated from the HAC in an 

evaporation process and then purged. 

 

#1 & #2 Purified Terephthalic Acid Units 

The purified terephthalic acid (PTA) unit is also a continuous operation.  Crude terephthalic acid 

(TA) is fed from the TA silos to the feed slurry drum to produce a slurry of TA crystals and water.  

The slurry is heated to dissolve the TA and then the slurry enters the hydrogenation reactor where it 

reacts to convert the impurities into a form that can be separated from the product.  The PTA reactor 

catalyst is routinely changed out based on its activity and mechanical condition.  After reaction, the 

solution goes through a cycle of lowering the pressure and cooling to crystallize the PTA.  A portion 

of the aromatic acids in the mother liquor are recovered by cooling and filtering the mother liquor; 

the aromatic acids are recycled back to the OX reaction unit. 

 

The crystallized PTA is recovered from the mother liquor by separation in the filtration section of 

the unit.  The final product is dried and transferred to the PTA day silos and then to the PTA product 

storage silos. 

 

Product Loading and Shipping 

The PTA storage system is comprised of six large silos that are used to manage product transfers, 

packaging, loading and shipping.  Shipping personnel package the product from the large silos 

into various containers and ship it to the customers. 

 

 

IV. Significant Emission Rates 

 

As shown in Table IV-1, this project exceeds the significant threshold as defined under PSD for CO 

and VOC emissions.  Emissions calculations for the modified units were based on actual-to-potential 

test to determine if there was a significant emissions increase. 

 

Table IV-1. PSD Applicability Analysis 

Controlled Emissions Increase PSD Significant Threshold 
Pollutant 

TPY TPY 

Significant 

Increase? 

PM 7.0 25 No 

PM10 6.6 15 No 

PM2.5 5.8 10 No 

SO2 0.2 40 No 

NOX 27.8 40 No 

CO 644.8 100 Yes 

VOC 200.3 40 Yes 

CO2e 17,300 75,000 No 
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